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Radius | Length
min' [ mm/min | Apmm | demm | min” | mm/min | prom | @emm | min® | mm/min | 8pmm | Bemm | min® | mm/min | 8p mm | Ae mm
3 | 16000] 1800 | 0.06 | 035 | 12800 1.260 | 0045 [ 03 10800) 1,000 ) 003 | 025 | 16000] 1,300 | 0.2 0.23
4 1 16000] 1500 | 0.05 035 | 128001 1,050 | 004 03 10800) 840 | 0.03 0.25 | 16000] 1500 | 0.15 0.23
8'?5 5 [ 16000 1410|0045 | 035 | 128000 990 | 0035 | 025 | 10800) 800 | 002 Dl 16,0000 1410 | 013 0.23
1 0'2 6 [ 14500) 1,200 [ 004 | 025 | 11,600] 840003 | 025 5900) 680 [ 0015 | 02 14500) 1,200 | 012 | 02
0:3 8 | 14500] @70 | 003 | 025 | 11,6000 620|002 [ 02 5900) 500 (0012 ] 016 | 14500( 870|009 | 02
10 [ 11100] 660 0025 | 025 8900 470 [ 0015 | 01 1000 370 [ 0O 0l 11,100 660 | 0.075 [ 015
— 12 || 11100f 300|002 0.2 85001 2101 00 0.08 71000 160 0005 | 006 | 11100] 300 | 0.06 015
0.1 5 [ 15500) 1740 [ 006 | 04 12400] 1,220 1 0045 [ 035 | 10000] 970 | Q0% [ 025 | 155000 1740 [ 018 | 028
1.2 102 10 [ 12000( 1290 [ 004 | 035 9600[ 900003 | 025 50000 720 001 015 | 120000 1290 | 012 | 023
0.3 15 [ 10600] 480 [ 0.02 {12 8001 330 | 001 0. 66000 270 | 0.005 | 008 | 10600] 480 | 0.07 0.23
I 0.1 6 [ 14000] 1910 | 0.08 053 | 112001 1,340 | 005 04 8500|1070 [ 003 0.3 140000 1910 | 0.4 035
155 8% 12 [ 11500] 1250 [ 006 | 042 9000[ 870|004 | 03 64000 700 [ 0.01 0.2 115000 1,250 ) 0168 | 03
0.5 18 | s500[ 560|002 | 03 6,800 290 001 0.15 5400) 320 ) 0005 [ 01 §500] 560008 | 025
8 | 111001 2150 | 0.08 06 BE0O| 1,500 | 005 05 70001 1,200 [ 0.03 04 11,100 2150 | 0.24 045
8; 12 [ 11.100] 1,800 | 0065 | 06 8800 1260 [ 0.045 | 05 5,600 1,000 | 0027 | 04 11,1001 1,800 | 0.2 043
2 0'3 16 9600( 1500 | 0.05 85 7700] 1,050 [ 004 0.35 48000 840 | 01 (il 9600 1500 | 0.15 0.39
0:5 20 || 9600[ 900 (003 | 045 7700 30 0015 | 025 45001 500 [ 0.01 01 96001 900 ) 002 | 035
24 || 64000 740 (002 | 04 5100 510 001 02 41000 400 [ 0005 | 01 64001 740 0.1 03
0.1 10 9.200( 2280 [ 01 0.85 74001 1590 [ 007 07 6,000) 1280 | 0.04 i 52000 2280 | 0.3 05
0:5 8% 20 8300( 1580 | 0.08 06 65,6000 1,110 | 0.05 04 40000 900 | 001 12 8300 1580 | 0.4 043
05 30 | 5400[ 710 (0025 | 045 4300 500 001 0.2 32000 4000005 | 01 54000 71000 033
12 | so00f 2400 [ 012 | 09 6400[ 1680|008 | 08 52000 1350 | 005 | 085 §000| 2400 ) 036 | 055
0.1 18 J800( 2000 { 011 0.8 65,2000 1410 [ 0.07 07 37000 1100 ) 003 04 F800) 2010 0.33 05
3 8% 20 77000 1850 | 01 08 65,2000 1,250 [ 0.06 06 3,600( 1,000 | 003 0.3 £700) 1,850 | 0.3 05
0'5 24 || 7500] 1620 [ 01 07 6000[ 1140 006 | 05 34000 900|002 |02 7500] 162003 045
1 30 | 6000[ 1050 [ 005 | 06 4800 7401 003 | 04 30000 600 ) 0005 [ 01 5000] 1050005 | 04
36 42000 710|003 05 3400 500 | 001 03 2500|400 ] 0.005 | 01 42000 710 (07 035
0.1 16 6,000 2520 | 015 i 4800 1770 [ 01 1 4000) 1400 | 0.06 0.8 6,000 2520 | 0.45 0.75
4 8% 24 || 5400 2030|012 |1 4300( 1430 0085 | 08 28000 1740 [ 005 | 065 | 5400 2030|039 | 07
05 32 | 4800] 1350 [ 008 | 08 33000 950|004 | 07 23000 750 | 001 0.1 4800] 1250 | 0.5 | 06
1 48 || 3200 570 (004 | 08 2600[ 410 001 035 15000 330) 0005 [ 01 32000 5701012 | 05
5 §% 20 5100 2300 | 017 16 41000 1610 (012 it 3300] 1280 | 007 1 5100 2300 | 052 1
S 40 32000 10200 0.0/ 1.2 2600 720 | 005 09 15000 570 002 0l 32000 1020 | 0.5 05
6 83 24 [ 3700 2700 | 02 21 3000 1470 012 15 27000 117011007 |12 3700f 2100 [ 06 1.2
§= 48 || 2600 950 [ 009 | 15 2100 660 | 005 12 12000 5201003 |02 26000 950032 | 09
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Notes 5
¥ Adjust milling conditions according to milling shape and machine type
X ap Axial depth of cutting, e : Radial depth of cutting
¥ Recommend to use il mist coolznt for machining hardened steels.
¥ Recommend to apply herical arramping forapproaching into axial direction
¥ Adjust feed rate 50% lowerand cutting depth(@e) 20% lower for milling deep wall area When L/D exceeds 8 forstable milling
¥ For slotting, recommend reciprocating milling by adjusting feed & 8p in below 50% of recommended milling condition
¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of 2 machine
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TR (R) i ?gﬁtﬁ Spindll Speet Fead Depth of Cut SpindleSpeed Feed Depth of Cut SpindleSpeat Feed Depth of Cut
Dia Corner Radius
Length
min® | mm/min | @omm | @emm | min® | mm/min | @pom | @emm | min' | mm/min | @pmm | demm

2 0.5 8 22000 [ 6,200 0.06 0.4 16,000 [ 4500 0.04 3 12,800 | 3,000 003 0z
2.5 0.5 10 18000 | 6400 | 008 0.65 13,000 | 4,600 005 05 10200 | 3600 003 03
3 1 12 15000 7100 | 01 0.7 11,000 [ 5100 006 06 5500 | 3700 004 04
4 1 16 11,000 [ 7100 0.13 1 8000 | 57100 0.08 08 6,300 | 3,800 0.05 05
5 1 20 5000 | 8200 015 1.4 6500 [ 5,200 0. 1 5100 | 3,700 0.5 07
6 1 24 7500 7700 | 018 1.8 52300 | 5300 0.1 13 4200 3100 0.06 04
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Meotes ¥ Adjust milling conditions according to milling shape and machine type

¥ Ap Axial depth of cutting, Qe Radial depth of cutting

¥ Recommend to use oll mist coolant for machining hardened steels

K Aadjust feed rate S50% lower and cutting depth (2e) 20% lower for milling deep wall arez

¥ Recommend to apply herical or ramping for approaching into axial direction RS
¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of 2 machine
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